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Amendment:s -to -the Claims ; 



1. (Currently amended) A method for drawing a strip 
initially cast by means of a twin roll strip casting apparatus, 
comprising the steps of : 

e — roll — gap maintcnanGG — otcp whore maintaining a roll gap 
io mQintainod so that a leader strip having a length lo disposed 
above a roll nip does not fall between rolls; 

a canting initiation otcp v/horc initiating the casting by 
disengaging a stopper :i-s — diocngagcd from a tundish hole of a 
tundish so that molten metal is poured into a space between the 
rolls, and by rotating the rolls arc rotated at the name — opocd 
e-s- an initial atarting casting speed vq -e^^ for each of the rolls 
4rS when the position of the stopper is higher than the actually 
poured position e# where the molten metal (rod_offset) begins 
to pour from the tundish hole ; 

a caoting opccd acceleration otcp Vs^herc accelerating the 
casting speed when a roll repulsive force (rolling force) is 
detected vjhcn as reaching a load threshold indicating that the 
molten metal is solidified to the leader strip and paooco 
passing between. the rolls, and the caoting — opccd io accelerated 
if the roll rcpuloivc — force rcachco a load thrcohold ; and 

a normal — control — otcp where maintaining the casting speed 
-i-s — detected, — and if when the casting speed reaches a target 
valueT — i.e., — a— _(_normal casting speed}_7 — fefee — caoting — opccd io 
maintained at . the normal — caoting opccd . 

2. (Currently amended) The method as set forth in claim 1, 
wherein the length lo of the leader strip is oct to complete 
the s e 1 e c t e d s o t hat i-n-i t i a 1 sol i di fi ca t i on i s compl e t ed - be f o r e 
the leader strip completely passes through the roll nip. 
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3- (Currently amended) The method as set forth in claim 1 
wherein the caoting opood accQloration accelerating step 
further comprises the step of a — rolling — force — control — otop 
whore the — rolling — force io — controlled if controlling the roll 
repulsive force when the roll repulsive force (rolling force) 
reaches the load threshold. 

4. (Currently amended) The method as set forth in claim 1 
wherein the initial o tart ing cas ting speed vq is proviouGly set 
to oatiofy the — following equation : — ^q—^ Iq / At , where — (-At^ _i£ 
the time period from the time where the casting process is 
initiated to the time where the roll repulsive force reaches 
the load threshold-)-. 



